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(57) ABSTRACT 

The present invention provides a ?ocked sun visor varying 
in color, constitution, structure, haptics and appearance and 
a method for its manufacturing. The variable surface coating 
of the sun visor and the adaptation to the interior ?ttings of 
a motor vehicle is achieved by the applied ?ocks varying in 
material, shape, structure and color. In the method for 
manufacturing ?ocked sun visors, the sun visor body having 
a hard and smooth surface, preferably a bloW molded sun 
visor body made of plastic, is coated With adhesive and 
subsequently ?ocked by using electrostatic effects. In com 
parison to knoWn methods for manufacturing sun visors 
having an attractive appearance, the present invention is 
cheaper and less time-consuming. There are ?ve method 
steps: Cleaning, priming, adhesive coating, ?ocking and 
solidifying. 

18 Claims, 2 Drawing Sheets 
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FLOCKED SUN-VISOR 

1. TECHNICAL FIELD 

The invention relates to a sun visor for motor vehicles for 
protecting the head area of the passengers against the 
incidence of sunlight. Particularly, the present invention 
relates to a neW method for designing optically attractive sun 
visors. 

2. PRIOR ART 

Sun visors are plane, elongated bodies having different 
thicknesses Which are moveably mounted on the inside roof 
lining of motor vehicles. The sun visor can be arranged in 
such a Way that it shades from light shining through the 
WindoWs and thereby preventing a light daZZlement of the 
passengers in the motor vehicle. 

In the prior art, different methods for producing sun visors 
are knoWn. First a technical embodiment of sun visors 
consists of for example an inner Wire frame determining the 
plane shape of the later sun visor. The plane, stable con 
?guration of the sun visor is achieved by a sandWich 
construction Wherein the inner of the Wire frame is ?lled by 
a reinforcing paper layer and Wherein a foamed material 
layer is respectively adhered to the large-surface sides of 
said paper layer simultaneously covering the Wire frame. 
Finally, said sandWich structure is for example covered by 
cloth. 

Beside the determination of the shape and the stabiliZation 
of the sun visor, the Wire frame serves for receiving links in 
order to mount the sun visor at an appropriate position in the 
motor vehicle. According to other methods used for a long 
time, the Wire frame is surrounded by a plastic foam. The sun 
visor produced in this Way is then covered by an appropriate 
material as described above. 

BloW molding is a further neW method for manufacturing 
sun visors. To this end, an extruded non-rigid plastic tube is 
bloW molded in a tool using compressed air in a knoWn 
manner to achieve the desired shape. The plastic sun visors 
can be designed in their shape by using correspondingly 
con?gured tools so that they can receive additional equip 
ment means as for example mirrors or lamps. 

In order to improve the appearance of knoWn used plastic 
sun visors, these knoWn sun visors as already mentioned 
Where covered by appropriate methods. Cloth and plastic 
covering Was particularly used. The covering by plastic 
layers is generally carried out by means of ultrasonic Weld 
ing. The used plastic layers typically vary in colour and 
structure and they can be different on the front and on the 
back side of the sun visor. While using cloth covers, an 
appropriate cloth having stocking-like shape Which com 
prises the shape of the sun visor is processed to be subse 
quently slipped on the sun visor. Aclamping apparatus in the 
bloW molded plastic sun visor body receives the open end of 
the stocking-like cloth cover Whereby the sun visor gets a 
closed cloth cover having a very attractive appearance. 

The above described covered plastic sun visors can be 
only produced With high efforts and thus, they are expensive 
since the number of the required method steps is consider 
able and the method steps are partly very complicated. For 
example, the above described cloth covered sun visors have 
to be handmade in a considerable extent. 

It is therefore the problem of the present invention to 
provide a sun visor by means of a simple and loW cost 
method Which has a high quality appearance, functionality 
and handling and Which meets the most different require 
ments. 
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3. SUMMARY OF THE INVENTION 

The above and underlying problem of the present inven 
tion is solved by a sun visor according to claim 1 and by a 
method for manufacturing sun visors having a ?ocked 
surface according to claim 6. 
The surfaces of the advantageously used bloW molded sun 

visor bodies according to the invention can vary in colour, 
constitution, structure, haptics and appearance. The variable 
surface coating is achieved by the applied ?ocks in such a 
Way that they vary in colour, shape, siZe and structure. The 
method of manufacturing a ?ocked sun visor according to 
the present invention comprises ?ve method steps particu 
larly quali?ed for the automatic mass manufacturing. The 
method steps according to the most preferred method com 
prise the cleaning, the priming, the applying of adhesive 
coating, the applying of ?ocks and the solidifying of the 
coated sun visor body. Therefore, the present method is 
executed With reduced process-technical and temporal 
efforts compared to knoWn methods and provides a sun visor 
Which can be designed as desired and corresponding to the 
requirements. 

Preferred embodiments of the invention folloW from the 
dependent claims. 

4. SHORT DESCRIPTION OF THE DRAWINGS 

In the folloWing, the presently preferred embodiments of 
the invention are shortly explained under reference to the 
draWing. It shoWs: 

FIG. 1 a schematical perspective vieW of a ?ocked sun 
visor Wherein the structural con?guration of the sun visor is 
shoWn by means of a cut enlarged subsection; and 

FIG. 2 a ?oWchart for explaining the different method 
steps according to the invention. 

5. DETAILED DESCRIPTION OF THE 
PREFERRED EMBODIMENTS 

In the folloWing, the presently preferred embodiments of 
the present invention are described in detail under reference 
to the draWing. 
The present invention serves for the provision of the sun 

visor 1 Which is schematically shoWn in FIG. 1. Aschematic 
enlarged sectional vieW 10 of the cut open sun visor 1 shoWs 
in detail the structural con?guration of the sun visor 1 
according to a preferred embodiment. The basic structure of 
the ?ocked sun visor 1 is preferably formed by a bloW 
molded plastic body 17 Which is preferably made of 
polypropylene. The plastic body 17 is produced by a stan 
dard bloW molding method and it comprises a smooth, hard 
surface after its manufacture. HoWever, also other sun visor 
bodies can be alternatively used as long as the generated 
surface is only so smooth and hard that the ?ocking accord 
ing to the invention (see beloW) can be applied. 

Preferably according to the invention, a primer 15 is 
applied to the plastic body 17, particularly 800R by the 
company Du Pont, an adhesion mediator. A further possible 
primer is made of Cuvertin X8536 of the company Henkel. 
In comparison to the plastic surface With no primer, the 
primer 15 generates improved bonding conditions on the 
smooth and hard surface of the sun visor body 17 for the 
surface layer to be subsequently applied according to the 
invention. In case of a preferably adhesive layer 13 (see 
beloW) to be applied, said primer 15 protects the plastic body 
17 from the plastic solvent dissolver contained in the adhe 
sive 13. 
An adhesive coating 13 is preferably on said primer 15 

particular ALBUCRIL CRA14 of the company Noveon, an 
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acrylic emulsion, or Flocksil 1506 of the company Henkel. 
Said adhesive coating 13 serves for ?xing the ?ocks 11 on 
the outer surface of the ?ocked sun visor 1. Because of this 
reason, the adhesive 13 is adapted to the different ?ock 
materials and ?ock structures. First, said adhesive 13 must 
bond in the right Way With said ?ocks 11 on the basis of its 
chemical formation and second, said adhesive 13 is only 
allowed to bind after a certain time since otherWise the 
?ocks 11 to be ?xed cannot penetrate in the adhesive 13. 

The ?ocks 11 determine the surface constitution and the 
appearance of the ?ocked sun visor 1 according to the 
invention based on their material, their colour, their shape, 
their siZe and structure. Cotton, viscous, nylon, perlon, 
polyester are different possible ?ock materials Which can be 
chosen depending on the interior ?tting of the motor vehicle 
in Which the ?ocked sun visor 1 is to be installed. Preferably 
according to the invention, POLYAMIDE 0.75 mm 3 Dtex 
is used as ?ock material. 

The method according to the invention of manufacturing 
a ?ocked sun visor 1 is noW described by means of the 
?oWchart depicted in FIG. 2. A pre-manufactured sun visor 
body having a hard and smooth surface is the starting point 
of the method. Preferably, a bloW molded plastic body 17 is 
used. During the preferred bloW molding, a plastic tube is 
bloW molded Within a lubricated tool. The lubricated inner 
sides of said tool serve for a better removing of said plastic 
body 17 from the used tool. 

After said bloW molding and the removing of the bloW 
molded plastic body 17 from said tool, fat residues are 
usually on the surface of said plastic body 17. In the ?rst 
method step according to the invention indicated With 
“cleaning” in FIG. 2, the fat residues are removed from the 
surfaces of the plastic body 17. The cleaning is carried out 
by spraying, dipping, ?ooding methods or manually in 
liposoluble cleaners. Said plastic body 17 is particularly 
cleaned Within a cleaning chamber by the application of 
ammonia steam. 

Subsequently in the second method step according to the 
invention indicated as “priming” in FIG. 2, the plastic body 
17 is primed by means of a standard spraying method, as for 
example spraying using compressed air, Wherein 800R of 
the company Du Pont, an adhesion mediator, is preferably 
used as a primer. The primer 15 serves for an appropriate 
basis for the folloWing adhesive coating 13 to be applied and 
it protects simultaneously the plastic body 17 from the 
plastic solvent dissolvers contained in the adhesive. 

After the drying of the primer 15, an adhesive coating 13 
is applied to the primed plastic body 17 in the third method 
step according to the invention indicated as “adhesive coat 
ing” in FIG. 2 by means of a standard spraying method as 
for example spraying by compressed air Wherein ALBU 
CRIL CRA14 of the company Noveon, an acrylic emulsion, 
is preferably used. The adhesive 13 varies in its chemical 
composition dependent on the ?ocked material to be 
applied. Additionally, the adhesive 13 is only alloWed to 
bind after a certain time suf?cient to apply the ?ocks on the 
adhesive coating 13. The advantage of these adhesive prop 
erties is explained in method step 4. 

The fourth method step indicated With “?ocking” in FIG. 
2, comprises the application according to the invention of 
?ocks 11, preferably polyamide 0.75 mm 3Dtex, on the 
adhesive 13 coated surface of the primed plastic body 17. 
The application of ?ocks 11 is described by the schematical 
illustration in the method step 4 of FIG. 2. The ?ocks 11 to 
be applied are preferably placed in a sieve to Which a high 
electrical voltage is applied in the range of kilovolt. The 
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4 
adhesive coated plastic body 17 is connected to ground. 
Based on the electrostatic attraction, the ?ocks are then 
attracted by the plastic body 17 and they partly penetrate in 
the not yet solidi?ed adhesive coating 13 during impact on 
the adhesive surface. The part of the ?ocks 11 partly 
penetrated in the adhesive 13 ?xes the respective ?ock after 
solidi?cation of the adhesive 13 and it enables in this manner 
that the ?ocks 11 cannot be loosened While touching the 
?ocked sun visor. 

After ?ocking the Whole surface of the plastic body, the 
solidi?cation of the adhesive 13 on the plastic body 17 is 
carried out in the ?fth method step according to the inven 
tion indicated With “solidifying” in FIG. 2. To this end, the 
?ocked plastic body 17 according to the invention is kept at 
a certain temperature for a certain time. Dependent on the 
used materials in the method and the available time during 
the manufacturing process, the duration and the temperature 
of the storage is varied. In the method preferred according 
to the invention, the ?ocked sun visor 1 is kept 10 minutes 
at 50 to 60° C. 
List of Reference Numbers 

1 Flocked sun visor 
10 Cross-section of the ?ocked sun visor 1 
11 Flocks 
13 Adhesive 
15 Primer 
17 Plastic body 

What is claimed is: 
1. A sun visor comprising: 

a holloW bloW molded sun visor body having a hard, 
smooth exterior surface; and 

an adhesive coating applied to the hard, smooth exterior 
surface; and 

?ocks directly ?xed to the hard, smooth exterior surface 
of the sun visor body by the adhesive coating. 

2. The sun visor according to claim 1, Wherein the holloW 
bloW molded sun visor body is made of polypropylene. 

3. The sun visor body according to claim 1, Wherein the 
adhesive coating is made of an acrylic emulsion. 

4. The sun visor according to claim 1, Wherein the ?ocks 
are made of cotton, viscose rayon, polyamide or polyester. 

5. The sun visor according to claim 4, Wherein the ?ocks 
have different colour, shape and structure. 

6. The sun visor according to claim 4, Wherein the ?ocks 
are made of polyamide 0.75 mm 3 Dtex. 

7. A method for manufacturing a ?ocked sun visor, 
comprising the steps of: 
bloW molding a holloW sun visor body; 

applying an adhesive coating to a hard, smooth exterior 
surface of the holloW bloW molded sun visor body; and 

electrostatically applying ?ocks to said adhesive coating 
of said sun visor body, 

Whereby the ?ocks are directly ?xed to the hard smooth 
exterior surface by the adhesive coating. 

8. The method according to claim 7, Wherein the holloW 
bloW molded sun visor body is cleaned after manufacture 
and before applying the adhesive coating. 

9. The method according to claim 8, Wherein the holloW 
bloW molded sun visor body is cleaned by means of ammo 
nia. 

10. The method according to claim 7, Wherein the holloW 
bloW molded sun visor body is primed after the cleaning. 
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11. The method according to claim 10, wherein the primer 
is sprayed onto the exterior surface of the sun visor body and 
later dried. 

12. The method according to claim 10, Wherein an adhe 
sion mediator is used as a primer. 

13. The method according to claim 7, Wherein the adhe 
sive coating is applied by spraying. 

14. The method of claim 13, Wherein an acrylic emulsion 
is used as the adhesive coating. 

15. The method according to claim 7, Wherein the ?ocks 
are electrostatically applied to the adhesive coating. 

10 
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16. The method according to claim 15, Wherein the ?ocks 

are contained in a ?ock container that comprises a sieve 
through Which the ?ocks eXit the container. 

17. The method according to claim 7, Wherein the adhe 
sive coating is cured after the ?ocked coating has been 
applied. 

18. The method according to claim 17, Wherein the 
adhesive coating is cured at a temperature of T=50—60° C. 
and during a time of t=10 minutes. 

* * * * * 


